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Description 

BACKGROUND OF THE INVENTION 

The present invention relates to a method for 5 
manufacturing disposable garments such as train- 
ing underpants for infant, incontinence underpants 
and so-called sanitary underpants. 

It is well known, for example, from the tech- 
niques as disclosed in Japanese Patent Application w 
Disclosure Gazettes Nos. 1982-77304 (EP-A-0 048 
011) and 1982-117602 (EP-A-0 048 010) to form 
such garments by providing at least one of respec- 
tive single continuous inner and outer webs with 
elastic members for leg-openings and for a waist- 75 
opening, intermittently placing absorbent cores be- 
tween said inner and outer webs longitudinally 
thereof so as to form a continuous laminate and 
cutting said laminate transversely thereof along 
predetermined lines. 20 

According to the conventional methods for 
manufacturing such articles inclusive of the 7 above- 
identified prior art, a continuous laminate is folded 
in two and then heat sealed along the locations 
corresponding to lateral side edges of individual 25 
articles as put on users, in order to form front and 
rear bodies of the individual articles. 

With the above-mentioned prior art, however, it 
has been difficult to fold the continuous laminate in 
a neat manner even though the folding is per- 30 
formed as the continuous laminate is being kept 
taut, because the continuous laminate to be folded 
in two includes the elastic members for the leg- 
openings and for the waist-opening which are 
ready to contract. In other words, the individual 35 
articles are susceptible to partial floating, develop- 
ment of wrinkles and misalignment of front and rear 
bodies while the laminate is heat sealed. As a 
result the individual articles tend to have less neat 
appearance. 40 

It is an object of the present invention to pro- 
vide a method for manufacturing disposable gar- 
ments wherein outer webs are provided with elastic 
members for the leg-openings as well as for the 
waist-opening, on one hand, and inner members 45 
having inner webs and cores are folded in two, on 
the other hand, and thereby the above-mentioned 
drawbacks are overcome. 

In order to achieve the object set forth above 
the present invention comprises a preparation of 50 
inner members by attaching absorbent cores to 
inner webs at predetermined spacings longitudi- 
nally of the inner webs. Each of the inner members 
is folded in two along its center line so that one 
half of the core is located on a first outer surface of 55 
the inner web and the other half is located on a 
second outer surface of the inner web which is 
opposite to said first outer surface. 



On the other hand each of two continuous 
outer webs having a sufficient width to cover said 
first and second outer surfaces is provided in pre- 
determined areas with elastic members for leg- 
openings as well as waist-openings. 

Said pre-determined areas of said outer mem- 
bers provided with said elastic members are 
placed on said first and second outer surfaces of 
said inner members to form continuous laminate. 

Said continuous laminate is cut after succesive 
sealing at pre-determined areas thereof. 

The present invention makes it possible to pre- 
pare the individual inner members free from ad- 
versely effects of contracting force of the elastic 
members for the leg-openings and waist-openings 
during operation of folding, since the outer webs 
are provided with the elastic members for the leg- 
openings and waist-openings and the inner mem- 
bers having the inner webs and the cores are 
folded in two. Consequently, the previously men- 
tioned defective features resulting in partial floating, 
development of wrinkles and misalignment of front 
and rear bodies is effectively overcome and de- 
sired neat appearance of the individual articles is 
acquired. 

In a preferred embodiment preformed absor- 
bent cores keep themselves from getting out their 
initial shapes during the operation folding of the 
inner members. 

BRIEF DESCRIPTION OF THE DRAWINGS 

Fig. 1 is a perspective view illustrating the 
article manufactured by the method 
according to the present invention; 

Fig. 2 is a schematic perspective view se- 
quentially illustrating how the method 
is implemented in Exemplary Embodi- 
ment No. 1 of the present invention; 

Fig. 3 is a schematic perspective view illus- 
trating the method in Exemplary Em- 
bodiment No. 2 of the present inven- 
tion; 

Fig. 4 is a schematic perspective view illus- 
trating the method in Exemplary Em- 
bodiment No. 3 of the present inven- 
tion; and 

Fig. 5 is a schematic perspective view illus- 
trating the method in Exemplary Em- 
bodiment No. 4 of the present inven- 
tion. 

EMBODIMENT 

Exemplary Embodiment No. 1 : 

The present invention will be described by way 
of example in reference with the accompanying 
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drawings. 

Fig. 1 is a perspective view illustrating a gar- 
ment manufactured by the method according to the 
present invention. 

A garment 1 comprises elastic members 4, 5 
provided along leg-o penings 2 and a waist-ooenin a 
3, respectively , front and rear bodies 6. 7. a ncLhaat 
l eals or sonic seals being, provided along both side 
edges 8 and a crotch lower edge 9 o f said front 
and rear bodies 6, 7, respectively. As will be de- 
scribed in detail later, each of sai d front and re ar 
bodies 6. 7 comprises inner and outer webs and a n 
a bsorbent core sandwiched therebetween, and t he 
elastic members 4, 5 are elastically bonded be- 
tween said inner and outer webs by means of 
adhesive. — — — 

Fig. 2 is a schematic perspective view sequen- 
tially illustrating how the method is implemented in 
the present invention. 

Moving a continuous inner web 10 of non- 
woven fabric being elastic both in length and width 
(i.e., biaxiaily elastic) and having a given width to 
an assembly line (not shown), respective absorbent 
cores 11 each having a width narrower than the 
width of said inner web and preformed in an hour- 
glass-shape are immovably attached to top sur- 
frace of said inner web along transversely middle 
zone by means of hot melt type adhesive (not 
shown) so that the respective cores 11 have their 
lengths oriented transversely of said inner web and 
are successively spaced from one another by a 
given distance longitudinally of said inner web. 

The core 11 is made from a substantially 
homogeneous mixture of fluffy pulp, crimped ther- 
moplastic staple fibers and super-absorptive poly- 
mer particles. Specifically, this mixture is subjected 
to heat treatment to bond said staple fibers each 
other and, after sprayed with appropriate amount of 
water, compressed with appropriate pressure in the 
direction of thickness thereof to form a continuous 
web from which the individual sheet- or mat-like 
cores are cut out. The individual core 1 1 thus cut 
out is hourglass-shaped, i.e., provided along each 
side with arcuate cut-in 12, respectively, so as to 
define a constricted middle portion. The core 11 
will not easily get out of its initial shape. 

The continuous inner web 10 is successively 
cut off along the transverse direction between adja- 
cent cores 1 1 to form inner members 1 3. The inner 
member 13 formed in such a manner as has been 
described above is then successively folded along 
a transverse center line 15 so that one half of each 
core 11 is located on top side (first outer surface) 
and the other half of this core 11 is located on 
bottom side (second outer surface) and longitudi- 
nally opposite edges 14 of said inner web lie 
substantially on a same line as the inner member 
13 is moved to the assembly line. 



Simultaneously, a pair of continuous outer 
webs 16a, 16b are moved to the assembly line. 
Each of said outer webs has a width corresponding 
to the width of the continuous inner web 10 and 

5 comprises nonwoven fabric which is biaxiaily elas- 
tic, the nonwoven fabric whose inside is lined with 
biaxiaily elastic plastic film under intermittent bond- 
ing, or the plastic film alone. Each inside of these 
outer webs 16a, 16b is provided with symmetrically 

10 paired elastic members 4 for the leg-openings, 
which are bonded on both sides of respective 
given areas 17 corresponding to the respective 
sizes of top and bottom surfaces of respective 
inner members 13 by means of hot melt type 

75 adhesive (not shown) under arcuately curved and 
stretched condition. The elastic member 4 for the 
leg-opening is preferably curved along substantially 
a half of each cut-in 12 of the core 11. Further, 
there are provided elastic members 5 for waist- 

20 openings each transversely extending within said 
given areas 17 of the outer webs 16a, 16b between 
pairs of the symmetrically paired elastic members 
4 being adjacent to each other longitudinally of the 
outer webs 16a, 16b. These elastic members 5 are 

25 linear and attached by means of hot melt type 
adhesive (not shown) under stretched condition. 

These outer webs 16a, 16b are attached to top 
and bottom surfaces of the aligned inner member 
13 so that the given areas 17 coincide with said 

30 surfaces of inner member 13 and thereby a con- 
tinuous laminate 18 is formed. 

The laminate 18 is heat- or sonic-sealed along 
both longitudinal side edges thereof by means of 
sealing line 8, and heat- or sonic-sealed trans- 

35 versely between transverse fold 15 of the inner 
member 13 and the elastic member 5 for the waist- 
opening by means of sealing line 9. 

Finally, the laminate 18 is successively cut 
along the transverse (imaginary) lines assumed be- 

40 tween the elastic member 5 for the waist-opening 
and the transverse sealing line 9 which is adjacent 
the elastic member 5, and portions 19 extending 
outside the elastic members 4 for the leg-openings 
are successively cut away to form individual arti- 

45 cles 1 (See Fig. 1). 

Exemplary Embodiment No. 2 : 

Fig. 3 is a schematic perspective view sequen- 
50 tially illustrating how the method of the present 
invention is implemented. 

Moving a continuous inner web 110 made of 
nonwoven fabric being elastic both in length and 
width (biaxiaily elastic) and having a width cor- 
55 responding to a length of each finished product to 
an assembly line (not shown), respective absorbent 
cores 111 each having a length smaller than the 
width of inner web and preformed in an hourglass- 
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shape are immovably attached to top surface of 
said inner web in its transversely middle zone by 
means of hot melt type adhesive (not shown) so 
that the respective cores 111 have their lengths 
oriented transversely of said inner web and are 
successively spaced from one another longitudi- 
nally of said inner web so as to form an inner 
members 113. 

The core 1 1 1 is the same one as core 1 1 used 
in Exemplary Embodiment No. 1. 

The inner members 113 formed in the manner 
as has been described above is then successively 
folded along a transverse center line 115 so that 
one half of each core 111 is located on top side 
(first outer surface) and the other half of this core 

111 is located on bottom side (second outer sur- 
face) and longitudinally opposite edges 114 of said 
inner web lie substantially on a same line as the 
inner members 113 are moved to the assembly 
line. 

Simultaneously, a pair of continuous outer 
webs 116a, 116b are moved to the assembly line. 
Each of said outer webs has a width which is 
slightly larger than the width of top side (first outer 
surface) and bottom side (second outer surface) of 
each folded and aligned inner member 113, and 
comprises nonwoven fabric being biaxially elastic, 
laminate sheet consisting of the nonwoven fabric 
intermittently bonded with plastic film being bi- 
axially elastic, or the plastic film alone. Each inside 
of these outer webs 116a, 116b is provided along 
and adjacent one side edge (first side edge) with 
zigzag elastic members 4 for the leg-openings and 
along the opposite side edge (second side edge) 
with linear elastic members 5 for the waist-opening. 
These elastic members 4, 5 are attached by means 
of hot melt type adhesive (not shown) under their 
stretched cindition. The zigzag configuration of the 
elastic members 4 for the leg-openings is such that 
troughs 120a and swellings 120b alternate longitu- 
dinally of the outer webs 116a, 116b. Each trough 
120a finds itself at longitudinally middle position of 
each area 122 defined by transverse (imaginary) 
defining lines 121, 121' assumed at given spacings 
longitudinally of the outer web 116a, 116b. Each 
area 122 has a same size as an area 124 on the 
inner member 113 defined by transverse (imagi- 
nary) defining lines 123, 123' spaced from one 
another by a given distance longitudinally of said 
inner member 113 and the core 111 is positioned 
thereon at the middle location longitudinally of said 
area 124. Curved portions of the elastic members 4 
for the leg-openings preferably extend substantially 
along longitudinally one half of each arcuate cut-in 

112 of the core 111. 

These outer webs 116a, 116b are placed on 
top and bottom surfaces of inner members 113 on 
an assembly line so that outer webs 116a, 116b 



coincide with corresponding areas 122, 124 each 
other and thereby a continuous laminate 118 is 
formed. 

The laminate 118 is provided with heat- or 
5 sonic-sealings 108, 109, 109\ respectively, along 
said first side edge, i.e., the one side edge adja- 
cent the elastic members 4 for the leg-openings 
and along transverse (imaginary) lines extending 
symmetrically with respect to the respective trans- 
70 verse defining lines 121, 121'. 

Finally, the laminate 118 is successively cut 
along the transverse (imaginary) lines 125 assumed 
between respective adjacent heat- or sonic-seal- 
ings 109, 109*. and areas 119 extending outside the 
15 elastic members 4 for the leg-openings are succes- 
sively cut away to form individual articles 101 (See 
Fig. 1). 

It should be understood that though any em- 
bodiment of the apparatus used to implement the 
20 method of the present invention is neither illus- 
trated nor described, the method can be realized 
by suitable apparatus of prior arts. 

Exemplary Embodiment No.3 : 

25 

In Figure 4, moving a continuous inner web 

210 made of nonwoven fabric being biaxially elastic 
and having a given width to an assembly line (not 
shown), respective absorbent cores 211 each hav- 

30 ing a width narrower than the width of said inner 
web 210 and preformed in an hourglass-shape are 
immovably attached centrally to top surface of the 
inner web 210 by means of hot melt type adhesive 
(not shown) so that the respective cores 211 are 

35 successively spaced from one another by a given 
distance longitudinally of the inner web 210. 

The core 21 1 is the same one as core 1 1 used 
in Exemplary Embodiment No. 1 . 

The continuous inner web 210 is successively 

ao cut in the transverse direction between the adjacent 
cores 211 to form individual inner members 213. 
Each of the inner members 213 formed in the 
manner as has been described above is then fol- 
ded in two along a longitudinal center line 215 so 

45 that one half of each core 211 is located on top 
side (first outer surface), the other half of this core 

211 is located on bottom side (second outer sur- 
face) and longitudinally opposite ends 214 of said 
inner web lie substantially on a same line. The 

so respective inner members 213 each folded on itself 
are moved in series to the assembly line with the 
folds (transversely center lines) 21 5 of each pair of 
the adjacent inner members 213 in said series 
being closely opposed to or in contact with each 

55 other. 

Simultaneously, a pair of continuous outer 
webs 216a, 216b are moved to the assembly line. 
Each of said outer webs 216a, 216b has a width 
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corresponding to the width of the continuous inner 
web 210 and comprises nonwoven fabric being 
biaxially elastic, laminate sheet consisting of the 
nonwoven fabric intermittently bonded with plastic 
film being biaxially elastic, or the plastic film alone. 
Each inside of these outer webs 216a, 216b is 
provided with symmetrically paired elastic mem- 
bers 4 for the leg-openings attached to both sides 
of respective given areas 222 corresponding to 
twice the respective sizes of top and bottom sur- 
faces of the respective inner members 213 by 
means of hot melt type adhesive (not shown) under 
arcuately curved and stretched condition. Each 
elastic member 4 for the leg-opening is preferably 
curved along substantially each cut-in 212 of the 
core 21 1 . Further, there are provided two groups of 
elastic members 5 for the waist-opening each 
transversely extending within said given area 222 
of the outer webs 216a, 216b between pairs of 
symmetrically paired elastic members 4 being op- 
posed to each longitudinally of said outer webs 
216a, 216b. These groups of elastic members 5 
are linear and attached to the outer webs 216a, 
216b by means of hot melt type adhesive (not 
shown) under stretched condition. 

These outer webs 216a, 216b are attached to 
top and bottom surfaces of the inner members 213 
being moved in series so that the areas 222 of the 
webs 216a, 216b well coincide with the top and 
bottom surfaces of the respective inner members 
213 and thereby a continuous laminate 218 is 
formed. 

The laminate 218 is sealed by heat- or sonic- 
sealings 208, 209 along both longitudinal side 
edges thereof and along respective transverse 
(imaginary) lines extending between the opposed 
transverse folds 215 of the adjacent inner members 
213, respectively. 

Finally, the laminate 218 is successively cut 
along the transverse lines 225 assumed between 
paired elastic members 5 for the waist-openings 
and along assumed center lines 225' of transverse 
heat- or sonic-sealings 209. Then, portions 219 
extending outside the elastic members 4 for the 
leg-openings are successively cut away to form 
individual articles 201 (See Fig. 1). 

Exemplary Embodiment No. 4 : 

In Figure 5, moving a pair of continuous inner 
webs 310 made of tissue-paper or nonwoven fabric 
and having a width corresponding to a length of 
each finished product to an assembly line (not 
shown), respective absorbent cores 311 each hav- 
ing a length substantially corresponding to the 
width of said inner webs and preformed in an 
hourglass-shape are immovably placed between 
said inner webs by means of hot melt type adhe- 



sive (not shown) so that the respective cores 311 
have their lengths oriented transversely of the inner 
webs and are successively spaced from one an- 
other longitudinally of the inner webs. The pair of 

5 inner webs 310 are bonded together by hot melt 
type adhesive (not shown) or welding along periph- 
eral edges of the respective cores 311 to form a 
continuous inner member 313. In this manner, this 
continuous inner member 313 is provided with bon- 

io ded area 326 and central elliptic areas 327. 

The core 31 1 is the same one as core 1 1 used 
in Exemplary Embodiment No. 1 . 

The continuous inner member 313 containing 
the cores 311 is then transversely cut along re- 

75 spective center (imaginary) lines on sections of the 
bonded area 326 extending between the respective 
pairs of adjacent cores 311 to form unit inner 
members 313' each having arcuate cut-in 31 2 
along each side so as to define an hourglass- 

20 shape. 

Each unit inner member 313' is longitudinally 
folded in two with its longitudinal opposite ends 
314 coming substantially on a same line. 

These unit inner members 313' are then moved 

25 successively with side by side alignment with their 
ends 315 corresponding to their folds lying on a 
same line and their transverse side edges being in 
contact with or closely adjacent to one another as 
they are moved to the assembly line. 

30 Simultaneously, a pair of continuous outer 

webs 316a, 316b are moved to the assembly line. 
Each of said outer webs has a width slightly larger 
than the length of top (first outer surface) or bottom 
(second outer surface) of the unit inner members 

35 313' which have been folded up and arranged side 
by side, and comprises nonwoven fabric being 
biaxially elastic, laminate sheet consisting of the 
nonwoven fabric intermittently bonded with plastic 
film being biaxially elastic, or the film aione. Each 

40 inside of these outer webs 316a, 316b is provided 
along and adjacent one side edge (first side edge) 
with zigzag elastic members 4 for the leg-openings 
and along the opposite side edge (second side 
edge) with linear elastic members 5 for the waist- 

45 openings. These elastic members 4, 5 are attached 
by means of hot melt type adhesive (not shown) 
under their stretched condition. The zigzag configu- 
ration of the elastic members 4 for the leg-open- 
ings is such that troughs 320a and swellings 320b 

so alternate longitudinally of the outer web 316a, 31 6b 
and each trough 320a finds itself at longitudinally 
middle position of each area 322 defined by trans- 
verse (imaginary) defining lines 321, 32V assumed 
at given spacings longitudinally of the outer web 

55 316a, 316b. 

These outer webs 316a, 316b are attached to 
moving unit inner members 313' so that both the 
first and second outer surfaces of said unit inner 
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members 313' are completely covered by area 
322, and thereby a continuous laminate 318 is 
formed. In this laminated condition, the core 31 1 is 
located at the center of each area 322. The un- 
dulating configuration of the elastic member 4 con- 
tains the swerllings preferably extending substan- 
tially along each arcuate cut-in 31 2 of each unit 
inner member 313'. 

The laminate 318 is provided along the first 
side edge, i.e., the one side edge adjacent the 
elastic member 4 for the leg-openings and along 
transverse (imaginary) lines extending symmetri- 
cally with respect to the respective transverse de- 
fining lines 321, 321' with heat- or sonic-sealings 
308, 309, 309', repectively. If necessary, the outer 
web 316a and the first outer surface of the respec- 
tive unit inner members 313' may be attached to 
each other, and the outer web 316b and the sec- 
ond outer surface of the respective inner members 
313' may be attached to each other, by means of 
heat-sealing or adhesive. It should be understood 
that, depending on the curing or hardening con- 
dition of a specific adhesive applied to attach the 
elastic member 5 to the outer webs 316a, 316b, 
this applied adhesive may be additionally utilized 
to attach the outer webs 316a, 316b to said first 
and second outer surfaces of the unit inner mem- 
bers, respectively. 

Finally, the laminate 318 is successively cut 
along the transverse (imaginary) lines assumed be- 
tween adjacent heat-or sonic-sealings 309, 309', 
i.e., the transverse defining lines 325, and areas 
319 extending outside the elastic member 4 for the 
leg-openings are successively cut away to form 
individual articles 301 (See Fig. 1). 

It should be understood that though in any 
exemplary embodiment the apparatus used to im- 
plement the method of the invention is neither 
illustrated nor described, the method can be re- 
alized by suitable apparatus of prior arts. 

Claims 

1. Method for manufacturing disposable garments 
(1 ) comprising steps of: 

attaching respective absorbent cores (11) 
to a continuous inner web (10) so that said 
cores are successively spaced from one an- 
other by a predetermined distance longitudi- 
nally of said inner web to form inner members 
(13); 

folding said inner members (13) along their 
middle zone so that each of said core is lo- 
cated on first and second outer surfaces of 
said inner members; 

providing predetermined areas of a pair of 
continuous outer webs (16a,16b) having widths 
substantially corresponding to respective said 



first and second outer surfaces of said inner 
members with elastic members (4,5) for leg- 
openings (2) and waist-openings (3); 

attaching said respective predetermined 
5 areas of said outer webs (I6a,16b) provided 

with said elastic members to said respective 
first and second outer surfaces of said inner 
members to form a continuous laminate (18); 

sealing respective predetermined areas of 
10 said continuous laminate (18); and 

cutting respective predetermined areas of 
said continuous laminate to form individual dis- 
posable garments (1 ). 

75 2. Method for manufacturing disposable garments 
(1) comprising steps of; 

attaching respective absorbent cores (211) 
each having a width smaller than a width of a 
continuous inner web (210) to said continuous 

20 inner web so that said respective cores are 
successively spaced from one another by a 
predetermined distance longitudinally of said 
inner web, successively cutting said inner web 
transversely along a center line (215) assumed 

25 between said adjacent cores (21 1 ) to define an 

individual inner member (213), and thereafter 
folding each of said inner member in two lon- 
gitudinally thereof with their cores (211) lo- 
cated on first and second outer surfaces of 

30 said inner member and their longitudinally op- 

posite ends of said inner web lying substan- 
tially on a same line, and arranging said re- 
spective folded inner members (213) side by 
side with their transverse edges, i.e. folds cre- 

35 ated by said folding being in contact or closely 

adjacent to longitudinally oposite ends thereof 
in the neighboring inner members; 

providing each inside of a pair of continu- 
ous outer webs (216a,216b) each having a 

40 width substantially corresponding to a width of 

said inner web (210) with symmetrically paired 
elastic members (4) for leg-openings (2) lon- 
gitudinally on both sides of respective given 
areas corresponding to the respective sizes of 

45 said first and second outer surfaces of said 

inner members, and with elastic members (5) 
for waist-openings (3) each transversely ex- 
tending within said respective given areas of 
said outer webs between pairs of said sym- 

50 metrically paired elastic members (4) for the 

leg-openings (2) adjacent to each other longitu- 
dinally of said outer webs (216a,216b); 

attaching said outer webs to said first and 
second outer surfaces of said inner members, 

55 respectively, with given areas on said respec- 

tive outer webs coinciding with said first and 
second outer surfaces of said inner member 
(213) so as to form a continuous laminate 
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(218); 

sealing said continuous laminate (218) 
along longitudinal side edges thereof, and be- 
tween said transverse edges of said inner 
members created by folding and said elastic 5 
members for said waist-opening; 

cutting said laminate (218) transversely 
thereof between said elastic members (4,5) for 
said waist-openings and transverse sealing 
lines created by said sealing, and cutting away 10 
areas extending outside said elastic member 
for said leg-openings to form individual fin- 
ished articles. 

3. Method for manufacturing disposable garments 75 
comprising steps of: 

attaching respective absorbent cores (111) 
each having a length smaller than a width of a 
continuous inner web, (110) said width in turn 
corresponding to a length of each finished 20 
article to said continuous inner web intermit- 
tently in transversely middle zone so that said 
respective cores have their length oriented 
transversely of said inner web and are succes- 
sively spaced from one another by a predeter- 25 
mined distance longitudinally of said inner web 
to form a continuous inner member (113) and 
thereafter transversely folding said inner mem- 
ber so that each of said cores is located on 
first and second outer surfaces of said inner 30 
member and transversely opposite ends (114) 
of said inner web lie substantially on a same 
line; 

providing each inside of a pair of continu- 
ous outer (116a,116b) webs each having a 35 
width substantially corresponding to a length of 
said first outer surface or said second outer 
surface of said inner member (113) along and 
adjacent a first side, edge with continuous 
elastic members (4,5) for leg-openings and 40 
along a second side edge with continuous 
elastic members for waist-openings (3); 

attaching said outer webs (116a,116b) to 
said first and second outer surfaces of said 
inner members, respectively, with given areas 45 
of said respective outer webs coinciding with 
said given areas of said first and second outer 
surfaces of said inner member so as to form a 
continuous laminate; 

heat- or sonic-sealing (108,109,109') said so 
continuous laminate (118) along one side edge 
extending along said first side edge and along 
narrow zones extending symmetrically with re- 
spect to transverse center lines (125) defining 
each of said given areas; and 55 

cutting said laminate transversely thereof, 
leaving respective transverse seals created by 
said sealing on respective longitudinally adja- 



cent articles to be finished and cutting away 
areas (119) extending outside said elastic 
members for said leg-openings to form individ- 
ual finished articles. 

4. Method for manufacturing disposable garments 
comprising steps of: 

attaching absorbent cores (211) each hav- 
ing a width narrower than a width of a continu- 
ous inner web (211) to said continuous inner 
web at given spacings longitudinally thereof 
with lengths of the respective cores being ori- 
ented longitudinally of said continuous inner 
web, then successively cutting said inner web 
along central (imaginary) lines of respective 
transverse zones separating the respective 
cores to form individual inner members (213) 
each of which is then folded up in its longitudi- 
nal direction so that the associated core is 
partially located on a first outer surface and 
partially located on a second outer surface 
opposed to said first outer surface of said inner 
member and longitudinally opposite ends (214) 
of said inner member lie substantially on a 
same line, and aligning the respective inner 
members so that the ends of the respective 
inner members corresponding to folds created 
by said folding are in contact with or closely 
adjacent to the ends corresponding to the folds 
of the respectively neighboring inner members 
corresponding to the folds; 

providing each inside of a pair of continu- 
ous outer webs (216a,216b) each having a 
width substantially corresponding to the width 
of said inner web (210) with symmetrically 
paired elastic member (4) for leg-openings so 
that each paired elastic member extends along 
both sides of a given area (222) corresponding 
to twice the respective sizes of said first and 
second surfaces of said inner member and 
said respective paired elastic members are 
spaced from one another by a given distance 
longitudinally of the respective inner members 
and further with elastic members (5) for waist- 
opening each transversely extending within 
said given area between pairs of said symmet- 
rically paired elastic members adjacent longitu- 
dinally of said outer web; 

attaching said outer webs (216a,216b) to 
said aligned inner members (213) with the 
respective given areas (222) coinciding with 
said first and second outer surfaces of said 
inner members to form a continuous laminate 
(213); 

sealing said laminate along both longitudi- 
nal side edges thereof and along respective 
transverse (imaginary) center lines between 
said opposite transverse folds (215) of said 
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inner members; and 

transversely cutting said laminate between 
said adjacent elastic members for said waist- 
openings and along transverse (imaginary) 
center lines (225) of seals created by said 5 
transverse sealing, and cutting away portions 
(210) extending outside said elastic members 
for said leg-openings to form individual arti- 
cles. 

w 

Method for manufacturing disposable garments 
comprising steps of: 

arranging respective absorbent cores (311) 
each having a length not larger than a width of 
a pair of continuous inner webs (310), said 75 
width in turn corresponding to a length of each 
finished product, between said pair of continu- 
ous inner webs so that the respective cores 
have their lengths oriented transversely of said 
inner webs and are successively spaced from 20 
one another by a predetermined distance lon- 
gitudinally of said inner webs and thereafter 
bonding said pair of inner webs together along 
peripheral edges of said respective cores to 
form a continuous inner member (313); 25 

transversely cutting said continuous inner 
member along respective (imaginary) lines on 
sections of bonded area (326) extending be- 
tween the respective adjacent cores to form 
unit inner members (313'); 30 

folding said unit inner members (313') in 
two longitudinally thereof with their longitudi- 
nally opposite ends (314) lying on a same line 
and their ends corresponding to their folds 
created by said folding lying on a same line 35 
and arranging them side by side with their 
transverse side edges being in contact with or 
closely adjacent to one another; 

providing each inside of a pair of continu- 
ous outer webs (316a,316b) each having a 40 
width substantially corresponding to the length 
of first or second outer surface of said unit 
inner members (4) having been folded and 
arranged side by side along and adjacent a 
first side edge with continuous elastic mem- 45 
bers (4) for leg-openings and along a second 
side edge with continuous elastic members (5) 
for waist-openings; 

attaching said outer webs (316a,316b) to 
said first and second outer surfaces of said 50 
unit inner members, respectively, with given 
areas (322) of said respective outer webs coin- 
ciding with given areas on said first and sec- 
ond outer surfaces of the corresponding unit 
inner members to form a continuous laminate 55 
(318); 

sealing said laminate along one side edge 
extending along said first side edge and along 



(imaginary) transverse lines extending sym- 
metrically with respect to said transverse cen- 
ter lines defining said given areas respectively; 
and 

cutting said laminate transversely thereof, 
leaving said each transverse seal creaked by 
said sealing on each of longitudinally adjacent 
articles to be finished and cutting away areas 
extending outside said elastic members for 
said leg-openings from said pair of adjacent 
articles to form individual finished articles. 

6. Method as recited in Claim (1) to (5), wherein 
said core (211) is preformed into a mat or a 
sheet from a mixture of fluffy pulp, staple fi- 
bers and absorptive polymer particles. 

PatentansprUche 

1. Verfahren zur Herstellung von Wegwerfbeklei- 
dung (1), umfassend die Schritte: 
Anbringen von jeweiligen saugfahigen Kernen 
(11) an einer endlosen inneren Bahn (10) in 
der Weise, daft die Kerne aufeinanderfolgend 
voneinander mit einem vorbestimmten Abstand 
in Langsrichtung der inneren Bahn beabstan- 
det sind, urn innere Elemente (13) zu bilden; 
Falten der inneren Elemente (13) entlang ihrem 
Mittelbereich, so dafi jeder der Kerne an einer 
ersten und einer zweiten Sufieren Oberfla'che 
der inneren Elemente angeordnet ist; 
Versehen vorgegebener Flachen eines Paares 
von endlosen auBeren Bahnen (16a, 16b), de- 
ren Breiten im wesentlichen jeweils der ersten 
und der zweiten auBeren Oberflache der inne- 
ren Elemente entsprechen, mit elastischen Ele- 
menten (4, 5) fUr Beinoffnungen (2) und HUft- 
offnungen (3); 

Anbringen der jeweiligen vorgegebenen FIM- 
chen der mit den elastischen Elementen verse- 
henen auBeren Bahnen (16a, 16b) jeweils an 
der ersten und der zweiten auBeren Oberfla- 
che der inneren Elemente zur Bildung eines 
endlosen Laminates (18); 
Versiegeln der jeweiligen vorgegebenen Fla- 
chen des endlosen Laminates (18); und 
Schneiden der jeweiligen vorgegebenen Fla- 
chen des endlosen Laminates zur Bildung von 
einzelnen Wegwerfkleidungsstucken (1). 

2. Verfahren zur Herstellung von Wegwerfbeklei- 
dung (1), umfassend die Schritte: 
Anbringen von jeweiligen saugfahigen Kernen 
(211), deren Breite jeweils kleiner ist als die 
Breite einer endlosen inneren Bahn (210), an 
der endlosen inneren Bahn, so daB die jeweili- 
gen Kerne aufeinanderfolgend voneinander mit 
einem vorgegebenen Abstand in Langsrichtung 
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der inneren Bahn beabstandet sind, aufeinan- 
derfolgendes Schneiden der inneren Bahn in 
Querrichtung entlang einer Mittellinie (215), die 
zwischen den benachbarten Kernen (211) an- 
genommen wird, um ein einzelnes inneres Ele- 5 
ment (213) zu bestimmen, und anschiieOendes 
Ubereinanderfalten der inneren Eiemente in 
Langsrichtung derselben, wobei ihre Kerne 
(211) an einer ersten und einer zweiten auBe- 
ren Oberflache des inneren Elementes ange- w 
ordnet sind und ihre in Langsrichtung gegen- 
uberliegenden Enden der inneren Bahn im we- 
sentlichen auf derselben Linie liegen, und An- 
ordnen der jeweiligen gefaiteten inneren Eie- 
mente (213) mit ihren quer verlaufenden Ran- is 
dern nebeneinander, das heiBt, dafi durch das 
Falten geschaffene Faltlinien mit den in Langs- 
richtung gegenUberliegenden Enden derselben 
an den benachbarten inneren Elementen in 
Beruhrung oder in naher Nachbarschaft ste- 20 
hen; 

Versehen der jeweiligen Innenseiten eines 
Paares von endlosen auBeren Bahnen (216a, 
216b), deren Breite jeweils im wesentlichen 
der Breite der inneren Bahn (210) entspricht, 25 
mit symmetrisch paarweise angeordneten ela- 
stischen Elementen (4) fUr Beinoffnungen (2) 
in Langsrichtung an beiden Seiten von jeweili- 
gen vorgegebenen, der jeweiligen GrdBe der 
ersten und der zweiten auBeren Oberflache 30 
der inneren Eiemente entsprechenden Fla- 
chen, und mit elastischen Elementen (5) fUr 
HOftoffnungen (3), die jeweils in Querrichtung 
innerhalb der jeweiligen vorgegebenen Flachen 
der auBeren Bahnen zwischen Paaren der 35 
symmetrisch paarweise angeordneten elasti- 
schen Eiemente (4) fOr die Beinoffnungen (2) 
zueinander benachbart in Langsrichtung der 
auBeren Bahnen (216a, 216b) verlaufen; 
Anbringen der auBeren Bahnen jeweils an der 40 
ersten und der zweiten auBeren Oberflache 
der inneren Eiemente, wobei die vorgegebe- 
nen Flachen auf den jeweiligen auBeren Bah- 
nen mit der ersten und der zweiten auBeren 
Oberflache der inneren Eiemente (213) zusam- 45 
menfallen, um so ein endloses Laminat (218) 
zu bilden; 

Versiegeln des endlosen Laminates (218) ent- 
lang den in Langsrichtung verlaufenden Seiten- 
randern desselben und zwischen den durch 50 
Falten geschaffenen Querrandern der inneren 
Eiemente und den elastischen Elementen fUr 
die Huftoffnung; 

Schneiden des Laminates (218) in Querrich- 
tung desselben zwischen den elastischen Ele- 55 
menten (4, 5) fUr die HOftoffnungen und den 
durch das Versiegeln geschaffenen querverlau- 
fenden Siegellinien, und Ausschneiden von 



sich auBerhalb des elastischen Elementes er- 
streckenden Flachen fur die Beinoffnungen, 
um einzelne fertiggestellte Kleidungsstucke zu 
bilden. 

3. Verfahren zur Herstellung von Wegwerfbeklei- 
dung, umfassend die Schritte: 
Anbringen von jeweiligen saugfahigen Kernen 
(111), deren Lange jeweils kleiner ist als die 
Breite einer endlosen inneren Bahn (110), wo- 
bei die Breite wiederum der Lange jedes ferti- 
gen Kleidungsstuckes entspricht, an der endlo- 
sen inneren Bahn punktweise in dem in Quer- 
richtung liegenden Mittelbereich, so daB die 
Lange der jeweiligen Kerne in Querrichtung 
der inneren Bahn ausgerichtet ist und diese 
aufeinanderfolgend voneinander um einen vor- 
gegebenen Abstand in Langsrichtung der Bahn 
beabstandet sind, um ein endloses inneres 
Element (113) zu bilden, und anschlieBendes 
Falten des inneren Elementes in Querrichtung, 
so daB jeder der Kerne an einer ersten und 
einer zweiten auBeren Oberflache der inneren 
Bahn angeordnet ist und in Querrichtung ge- 
genuberliegende Enden (114) der inneren 
Bahn im wesentlichen auf derselben Linie lie- 
gen; 

Versehen jeder Innenseite eines Paares von 
endlosen auBeren Bahnen, deren Breite jeweils 
im wesentlichen der Lange der ersten auBeren 
Oberflache oder der zweiten auBeren Oberfla- 
che des inneren Elementes (113) entspricht, 
entlang und benachbart zu einem ersten Sei- 
tenrand mit endlosen elastischen Elementen 
(4, 5) fur Beinoffnungen und entlang einem 
zweiten Seitenrand mit endlosen elastischen 
Elementen fUr HOftoffnungen (3); 
Anbringen der auBeren Bahnen (116a, 116b) 
an der ersten bzw. der zweiten auBeren Ober- 
flache der inneren Eiemente, wobei vorgege- 
bene Flachen der jeweiligen auBeren Bahnen 
mit vorgegebenen Flachen der ersten und der 
zweiten auBeren Oberflache des inneren Ele- 
mentes zusammenfallen, um so ein endloses 
Laminat zu bilden; 

Heifi- oder Ultraschallversiegeln (108, 109, 
109') des endlosen Laminates (118) entlang 
einem entlang dem ersten Seitenrand verlau- 
fenden Seitenrand und entlang in Bezug auf 
quer verlaufende, jede der vorgegebenen Fla- 
chen bestimmende Mittellinien (125) symme- 
trisch verlaufenden schmalen Bereichen; und 
Schneiden des Laminates in Querrichtung des- 
selben, wobei die durch das Versiegeln auf 
den jeweils in Langsrichtung benachbarten 
KleidungsstOcken geschaffenen, quer verlau- 
fenden Siegellinien jeweils belassen werden 
und entlang der AuBenseite der elastischen 



17 



EP 0 417 766 B1 



18 



Elemente fur Beinoffnungen verlaufende FIS- 
chen (119) abgeschnitten werden, urn einzelne 
fertiggestellte Kleidungsstucke zu bilden. 

Verfahren zur Herstellung von Wegwerfbeklei- 5 
dung, umfassend die Schritte: 
Anbringen von saugfahigen Kernen (211), de- 
ren Breite jeweils schmaler als die Breite einer 
endlosen inneren Bahn (211) ist, an der inne- 
ren Bahn in vorgegebenen Abstanden in io 
Langsrichtung derselben, wobei die Lange der 
jeweiligen Kerne in Langsrichtung der endlo- 
sen inneren Bahn ausgerichtet ist, anschlie- , 
fiend das aufeinanderfolgende Schneiden der 
inneren Bahn entlang (imaginaren) Mittellinien 75 
von jeweiligen Querbereichen, die die jeweili- 
gen Kerne trennen, urn einzelne innere Ele- 
mente (213) zu bilden, die daraufhin jeweils in 
ihrer Ungsrichtung umgefaltet werden, so daB 
der zugehorige Kern teilweise auf einer ersten 20 
aufieren Oberflache und teilweise auf einer 
zweiten auBeren Oberflache gegenuber der er- 
sten auBeren Oberflache des inneren Elemen- 
tes liegend angeordnet ist und in Langsrich- 
tung einander gegenuberliegende Enden (214) 25 
des inneren Elementes im wesentlichen auf 
derselben Linie liegen, und Ausrichten der je- 
weiligen inneren Elemente in der Weise, daB 
die den durch das Falten geschaffenen Faltli- 
nien entsprechenden Enden der jeweiligen in- 30 
neren Elemente mit den den Faltlinien der 
jeweils benachbarten inneren Elemente ent- 
sprechenden Enden, die den Faltlinien ent- 
sprechen, in Beruhrung stehen oder nahe be- 
nachbart sind; 35 
Versehen jeder Innenseite eines Paares von 
endlosen aufieren Bahnen (216a, 216b), deren 
Breite jeweils im wesentlichen der Breite der 
inneren Bahn (210) entspricht, mit symme- 
trisch paarweise angeordneten elastischen Ele- aq 
menten (4) fUr Beinoffnungen, so daB jeweils 
paarweise angeordnete elastische Elemente 
beiderseits einer dem zweifachen der jeweili- 
gen GroBe der ersten und der zweiten Oberfla- 
che entsprechenden, vorgegebenen Flache as 
des inneren Elementes verlaufen und die je- 
weils paarweise angeordneten elastischen Ele- 
mente voneinander in Langsrichtung der jewei- 
ligen inneren Elemente mit einem vorgegebe- 
nen Abstand beabstandet sind, und ferner mit 50 
elastischen Elementen (5) fOr die HUftoffnung, 
die jeweils innerhaib der vorgegebenen Flache 
zwischen den Paaren der symmetrisch paar- 
weise angeordneten elastischen Elemente in 
Langsrichtung der aufieren Bahn benachbart in 55 
Querrichtung verlaufen; 

Anbringen der Sufieren Bahnen (216a, 216b) 
an den ausgerichteten inneren Elementen 



(21 3), wobei die jeweiligen vorgegebenen FIS- 
chen (222) mit der ersten und der zweiten 
aufieren Oberflache der inneren Elemente zu- 
sammenfallen, urn ein endloses Laminat (213) 
zu bilden; 

Versiegeln des Laminates entlang beiden in 
Langsrichtung verlaufenden Seitenrandern 
desselben und entlang jeweiligen (imaginaren) 
quer verlaufenden Mittellinien zwischen einan- 
der gegentlberliegenden Querfalten (215) der 
inneren Elemente; und 

Schneiden des Laminates in Querrichtung zwi- 
schen den benachbarten elastischen Elemen- 
ten fOr die HOftoffnungen und entlang (imagi- 
naren) quer verlaufenden Mittellinien (225) der 
Siegellinien, die durch das Siegeln in Querrich- 
tung geschaffen wurden, und Ausschneiden 
von Abschnitten (210), die aufierhalb der elasti- 
schen Elemente fUr die Beinoffnungen verlau- 
fen, urn die einzelnen Kleidungsstucke zu bil- 
den. 

5. Verfahren zur Herstellung von Wegwerfbeklei- 
dung, umfassend die Schritte: 
Anordnen von jeweiligen saugfahigen Kernen 
(311), deren Lange jeweils nicht grofler ist als 
die Breite eines Paares von endlosen inneren 
Bahnen (310), wobei die Breite wiederum einer 
LSnge jedes fertiggestellten Produktes ent- 
spricht, zwischen dem Paar endloser innerer 
Bahnen, so daB die jeweiligen Kerne mit ihrer 
Lange in Querrichtung der inneren Bahnen 
ausgerichtet und aufeinanderfolgend mit einem 
vorgegebenen Abstand in Langsrichtung der 
inneren Bahnen voneinander beabstandet sind, 
und anschlieBendes Verbinden des Paares der 
inneren Bahnen miteinander entlang Umfangs- 
randern der jeweiligen Kerne, urn ein endloses 
inneres Element (313) zu bilden; 
Schneiden in Querrichtung des endlosen inne- 
ren Elementes entlang jeweiligen (imaginaren) 
Linien in Abschnitten von verbundener Flache 
(326), die sich zwischen den jeweiligen be- 
nachbarten Kernen erstrecken, urn innere Ele- 
menteinheiten (313*) zu bilden; 
Ubereinanderfalten der jeweiligen inneren Ele- 
menteinheiten (313') in LSngsrichtung dersel- 
ben, wobei ihre in Langsrichtung entgegenge- 
setzten Enden (314) auf derselben Linie liegen 
und ihre durch das Falten geschaffenen Falten 
entsprechenden Enden auf derselben Linie lie- 
gen, und Anordnen derselben nebeneinander, 
wobei ihre in Querrichtung verlaufenden Sei- 
tenrander miteinander in Beruhrung stehen 
Oder einander nahe benachbart sind; 
Versehen jeder Innenseite eines Paares von 
endlosen aufieren Bahnen (316a, 316b), deren 
Breite jeweils im wesentlichen der LSnge der 
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ersten oder der zweiten a'uBeren Oberflache 
der inneren Elementeinheiten (4) entspricht, 
die gefaltet und nebeneinander angeordnet 
wurden, entlang und nahe einem ersten Sei- 
tenrand mit endlosen eiastischen Elementen 
(4) fur Beinoffnungen und entlang einem zwei- 
ten Seitenrand mit endlosen eiastischen Ele- 
menten (5) fOr HUftoffnungen; 
Anbringen der auBeren Bahnen (316a t 316b) 
jeweils an der ersten und der zweiten a'uSeren 
Oberflache der inneren Elementeinheiten, wo- 
bei vorgegebene Flachen (322) der jeweiligen 
auBeren Bahnen mit vorgegebenen Flachen an 
der ersten und der zweiten auBeren Oberfla- 
che der entsprechenden inneren Elementein- 
heiten zusammenfallen, urn ein endloses Lami- 
nat (318) zu bilden; 

Versiegeln des Laminates entlang einem Sei- 
tenrand, der entlang dem ersten Seitenrand 
verla'uft, und entlang (imaginSren) quer verlau- 
fenden Linien, die sich symmetrisch bezuglich 
den quer verlaufenden, jeweils die vorgegebe- 
nen Flachen bestimmenden Mittellinien er- 
strecken; und 

Schneiden des Laminates in Querrichtung des- 
selben, wobei jede durch das Versiegeln ge- 
schaffene, quer veriaufende Siegellinie an je- 
dem der in Langsrichtung benachbarten, end- 
zubearbeitenden KleidungsstOcke verlauft, be- 
lassen wird, und Ausschneiden der sich auBer- 
halb der eiastischen Elemente fur die Beinoff- 
nungen erstreckenden Flachen aus dem Paar 
von benachbarten KleidungsstUcken, urn ein- 
zelne fertiggestellte Kleidungsstucke zu bilden. 

6. Verfahren nach Anspruch 1 bis 5, wobei der 
Kern (211) aus einer Mischung von Faserpul- 
pe, Stapelfasern und saugfShigen Polymerteil- 
chen zu einer Matte oder einer Lage vorge- 
formt ist. 

Revendlcations 

1. ProcPdg de fabrication de vetements jetables 
(1) comprenant les phases consistant a : 

fixer des coeurs absorbants respectifs (1 1 ) 
a une bande interne continue (10) de maniere 
que lesdits coeurs soient espacgs successive- 
ment les uns des autres d'une distance prPdP- 
terminge dans le sens de la longueur de ladite 
bande interne pour former des elements inter- 
nes (13); 

plier lesdits Pigments internes (13) le long 
de leur zone centrale de maniere que chacun 
desdits coeurs soit situe* sur une premiere et 
une seconde surfaces desdits elements inter- 
nes; 

doter des zones prgdgterminges d'une pai- 



re de bandes externes continues (16a, 16b) 
ayant une largeur correspondant sensiblement 
auxdites premiere et seconde surfaces exter- 
nes respectives desdits elements internes 
5 dements glastiques (4, 5) pour les ouvertu- 

res des jambes (2) et les ouvertures de la taille 
(3); 

fixer lesdites zones prgdgterminges res- 
pectives desdites bandes externes (16a, 16b) 
w dotges desdits glgments glastiques auxdites 

premiere et seconde surfaces externes respec- 
tives desdits elements internes afin de former 
un sandwich continu (18); 

sceller des zones prgdgterminges respecti- 
75 ves dudit sandwich continu (18); et 

dPcouper des zones pre* determiners res- 
pectives dudit sandwich continu pour former 
des vetements jetables individuels (1). 

20 2. ProcPdP de fabrication de vetements jetables 
(1) comprenant les phases consistant a : 

fixer des coeurs absorbants respectifs 
(211) Ptant chacun moins large qu'une largeur 
d'une bande interne continue (210) a ladite 

25 bande interne continue de maniere que lesdits 

coeurs respectifs soient espaces successive- 
ment les uns des autres d'une distance prede- 
termined dans le sens de la longueur de ladite 
bande interne, dPcouper successivement ladite 

30 bande interne transversalement le long d'une 

ligne centrale (215) situee entre lesdits coeurs 
adjacents (21 1) pour former un element interne 
individuei (213), puis plier chacun desdits Pig- 
ments internes en deux dans le sens de la 

35 longueur avec son coeur (211) situe sur les 

premiere et seconde surfaces externes dudit 
element interne et les extrPmitPs longitudinales 
oppose* es de ladite bande interne se situant 
sensiblement sur une meme ligne, et disposer 

40 lesdits Pigments internes plies respectifs (218) 

cote a cote avec leurs bords transversaux, 
c'est-a-dire les plis crPPs par ledit pliage 
contactant ou Ptant Ptroitement adjacents a 
des extrPmitPs longitudinalement opposPes 

45 dans les elements internes voisins; 

doter chaque partie interne d'une paire de 
bandes externes continues (216a, 216b) ayant 
chacune une largeur correspondant sensible- 
ment a une largeur de ladite bande interne 

so (210) d'elements elastiques symetriques par 

paire (4) pour les ouvertures des jambes (2) 
longitudinalement sur les deux cote's de zones 
donnPes respectives correspondant aux di- 
mensions respectives desdites premiere et se- 

55 conde surfaces externes desdits Pigments in- 

ternes, et d'PIPments glastiques (5) pour les 
ouvertures de la taille (3) s'gtendant chacun 
transversalement au sein de zones donnges 
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respectives desdites bandes externes entre 
des paires desdits dements Elastiques symE- 
triques par paire (4) pour les ouvertures des 
jambes (2), adjacents dans le sens de la lon- 
gueur desdites bandes externes (216a, 216b); 5 

fixer lesdites bandes externes auxdites 
premiere et seconde surfaces externes desdits 
elements internes, respectivement, avec des 
zones donnEes sur lesdites bandes externes 
respectives coVncidant avec lesdites premiere 10 
et seconde surfaces externes dud it E lament 
interne (213) afin de former un sandwich conti- 
nu (218); 

sceller ledit sandwich continu (218) le long 
de ses bords latEraux longitudinaux, et entre 75 
lesdits bords transversaux desdits ElEments in- 
ternes crees par le phage et lesdits elements 
elastiques pour ladite ouverture de la taille; 

dEcouper ledit sandwich (218) transversa- 
lement entre lesdits ElEments Elastiques (4, 5) 20 
pour lesdites ouvertures de la taille et les li- 
gnes de scellage transversales creees par ledit 
scellage, et enlever par decoupe les zones 
s'Etendant a I'extErieur dudit Element Elastique 
pour lesdites ouvertures des jambes afin de 25 
former des articles finis individuels. 

3. ProcEdE de fabrication de v§tements jetables 
comprenant les phases consistant a : 

fixer des coeurs absorbants respectifs 30 
(111) Etant chacun moins long qu'une largeur 
d'une bande interne continue (110), ladite lar- 
geur correspondant a son tour a une longueur 
de chaque article fini a ladite bande interne 
continue par intermittence dans une zone cen- 35 
trale transversale de maniere que lesdits 
coeurs respectifs aient leur longueur orientee 
transversalement a ladite bande interne et 
soient espacEs successivement les uns des 
autres d'une distance predeterminee dans le 40 
sens de la longueur de ladite bande interne 
pour former un Element interne continu (113) 
puis plier transversalement ledit Element inter- 
ne de maniere que chacun desdits coeurs soit 
positionne" sur une premiere et une seconde 45 
surfaces externes dudit element interne et que 
les extrEmitEs opposEes transversales (114) de 
ladite bande interne se situent sensiblement 
sur une meme ligne; 

doter chaque partie interne d'une paire de 50 
bandes externes continues (116a, 116b) ayant 
chacune une largeur correspondant sensible- 
ment a une longueur de ladite premiere surfa- 
ce externe ou ladite seconde surface externe 
dudit element interne (113) le long et pres d'un 55 
premier bord lateral d'ElEments elastiques 
continus (4) pour les ouvertures des jambes et 
le long d'un second bord lateVal d'ElEments 



Elastiques continus (5) pour les ouvertures de 
la taille (3); 

fixer lesdites bandes externes (116a, 116b) 
auxdites premiere et seconde surfaces exter- 
nes desdits Elements internes, respectivement, 
avec des zones donnEes desdites bandes ex- 
ternes respectives coVncidant avec lesdites zo- 
nes donnEes desdites premiere et seconde 
surfaces externes dudit Element interne afin de 
former un sandwich continu; 

sceller thermiquement ou par ultrasons 
(108, 109, 109') ledit sandwich continu (118) le 
long d'un bord lateral s'Etendant le long dudit 
premier bord lateral et le long de zones Etroi- 
tes s'Etendant symEtriquement relativement a 
des lignes centrales transversales (125) dElimi- 
tant chacune desdites zones donnees; et 

decouper ledit sandwich transversalement, 
en laissant les joints transversaux respectifs 
crEEs par ledit scellage sur les articles adja- 
cents longitudinalement respectifs a terminer 
et enlever par decoupe les zones (119) s'eten- 
dant a I'extErieur desdits elements elastiques 
pour lesdites ouvertures des jambes afin de 
former des articles finis individuels. 

4. Procede de fabrication de vetements jetables 
comprenant les phases consistant a : 

fixer des coeurs absorbants (211) Etant 
chacun moins large qu'une largeur d'une ban- 
de interne continue (210) a ladite bande inter- 
ne continue en des emplacements espaces 
donnEs dans le sens de la longueur de ia 
bande avec les longueurs des coeurs respec- 
tifs etant orientEes dans le sens de la longueur 
de ladite bande interne continue, puis dEcou- 
per successivement ladite bande interne le 
long de lignes (imaginaires) centrales de zones 
transversales respectives sEparant les coeurs 
respectifs afin de former des ElEments internes 
individuels (213), chacun d'eux etant replie 
dans son sens longitudinal de maniere que le 
coeur associE soit partiellement situE sur une 
premiere surface externe et partiellement situE 
sur une seconde surface externe opposee a 
ladite premiere surface externe dudit ElEment 
interne et que les extrEmitEs opposEes longitu- 
dinals (214) dudit ElEment interne se situent 
sensiblement sur une meme ligne, et aligner 
les elements internes respectifs de maniere 
que les extrEmitEs des ElEments internes res- 
pectifs correspondant aux plis crEEs par ledit 
pliage contactent ou soient Etroitement adja- 
centes a des extrEmitEs correspondant aux 
plis des ElEments internes voisins respectifs; 

doter chaque partie interne d'une paire de 
bandes externes continues (216a, 216b) ayant 
chacune une largeur correspondant sensible- 
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ment a la largeur de ladite bande interne (210) 
d'eiements elastiques symgtriques par paire 
(4) pour les ouvertures des jambes de maniere 
que chaque element elastique par paire s'6ten- 
de le long des deux cote's d'une zone donn§e 5 
(222) correspondant a deux fois les dimen- 
sions respectives desdites premiere et secon- 
ds surfaces externes dudit element interne et 
lesdits elements elastiques par paire respectifs 
etant espac^s les uns des autres d'une distan- io 
ce donn^e dans le sens de la longueur des 
elements internes respectifs et en outre d'ele- 
ments elastiques (5) pour I'ouverture de la 
taille s'etendant chacun transversalement au 
sein de ladite zone donn^e entre les paires 15 
desdits elements elastiques sym^triques par 
paire adjacents dans le sens de la longueur de 
ladite bande externe; 

fixer lesdites bandes externes (216a, 216b) 
auxdits elements internes aligned (213) avec 20 
les zones donnees respectives (222) coihci- 
dant avec lesdites premiere et seconde surfa- 
ces externes desdits elements internes afin de 
former un sandwich continu (213); 

sceller ledit sandwich le long de ses bords 25 
lateraux longitudinaux et le long des lignes 
centrales (imaginaires) transversales respecti- 
ves entre lesdits plis transversaux opposes 
(215) desdits elements internes; et 

dScouper transversalement ledit sandwich 30 
entre lesdits elements elastiques adjacents 
pour lesdites ouvertures pour la taille et le long 
des lignes centrales (imaginaires) transversales 
(225) des joints crees par ledit scellage trans- 
versal, et enlever par decoupe des portions 35 
(219) s'etendant a I'exterieur desdits elements 
elastiques pour lesdites ouvertures des jambes 
afin de former des articles individuels. 

Procede de fabrication de vetements jetables 40 
comprenant les phases consistant a : 

disposer des coeurs absorbants respectifs 
(311) etant chacun moins long qu'une largeur 
de deux bandes internes continues (310), ladi- 
te largeur correspondant a son tour a une 45 
longueur de chaque article fini, entre les deux 
bandes internes continues de maniere que les 
coeurs respectifs aient leur longueur orientee 
transversalement auxdites bandes internes et 
soient espaces successivement les uns des 50 
autres d'une distance predetermined dans le 
sens de la longueur desdites bandes internes 
puis lier lesdites deux bandes internes Tune a 
I'autre le long des bords peripheriques desdits 
coeurs respectifs afin de former un element 55 
interne continu (313); 

d£couper transversalement ledit element 
interne continu le long de lignes (imaginaires) 



respectives sur des sections de zone Ii6e (326) 
s'etendant entre les coeurs adjacents respec- 
tifs afin de former des elements internes unitai- 
res (313'); 

plier lesdits elements internes unitaires 
(313') en deux dans le sens de la longueur 
avec leurs extremites longitudinalement oppo- 
sees (314) se situant sur une meme ligne et 
leurs extremites correspondant a leurs plis 
crees par ledit phage se situant sur une meme 
ligne et disposer lesdits elements cote a cote 
avec leurs bords lateraux transversaux etant en 
contact Tun avec I'autre ou etroitement adja- 
cents Tun a I'autre; 

doter chaque partie interne d'une paire de 
bandes externes continues (316a, 316b) ayant 
chacune une largeur correspondant sensible- 
ment a la longueur de la premiere ou de la 
seconde surface externe desdits elements in- 
ternes unitaires (313*) ayant ete plies et dispo- 
ses cote a cote le long et pres d'un premier 
bord lateral d'eiements elastiques continus (4) 
pour les ouvertures des jambes et le long d'un 
second bord lateral d'eiements elastiques 
continus (5) pour les ouvertures de la taille (3); 

fixer lesdites bandes externes (316a, 316b) 
auxdites premiere et seconde surfaces exter- 
nes desdits elements internes unitaires, res- 
pectivement, avec des zones donnees (322) 
desdites bandes externes respectives coTnci- 
dant avec des zones donnees sur lesdites pre- 
miere et seconde surfaces externes des ele- 
ments internes unitaires correspondants afin 
de former un sandwich continu (318); 

sceller ledit sandwich le long d'un bord 
lateral s'etendant le long dudit premier bord 
lateral et le long de lignes transversales (imagi- 
naires) s'etendant symetriquement relative- 
ment auxdites lignes centrales transversales 
deiimitant lesdites zones donnees respective- 
ment; et 

decouper ledit sandwich transversalement, 
en laissant chaque joint transversal cr£e" par 
ledit scellage sur chacun des articles adjacents 
longitudinalement a terminer et enlever par 
decoupe les zones s'etendant a I'exterieur 
desdits elements elastiques pour lesdites ou- 
vertures des jambes de ladite paire d'articles 
adjacents afin de former des articles finis indi- 
viduels. 

6. Procede selon la revendication 1 a 5, dans 
lequel ledit coeur (211) est pretorme en un 
matelas ou une feuille a partir d'un melange 
de cellulose pelucheuse, de fibres de soie de 
coton et de particules polymeres absorbantes. 
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